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(54) Ferritic Cr-contalning steel sheet having excellent ductility, formability, and antl-ridging 
properties, and method of producing the same 

(57) Producing a ferritic Cr-containing steel sheet 
having excellent ductility, formability, and anti-ridging 
properties, and exhibiting excellent surface quality after 
forming, wherein a ferritic Cr-containing steel sheet con- 
tains, by mass%, about 0.001 to 0.12% of C, about 
0.001 to 0.12% of N, and about 9 to 32% of Cr, and has 
a crystal grain structure in which In a section of a hot- 
rolled annealed steel sheet in the thicl<ness direction 
parallel to the rolling direction, an elongation index of 
crystal grains is 5 or less at any position, and in a sec- 
tion of a cold-rolled annealed steel sheet in the thick- 
ness direction parallel to the rolling direction, any colony 
of coarse grains oriented in the rolling direction has an 
aspect ratio of 5 or less. The production method 
includes hot rolling, pre-rolling by cold or warm rolling 
with a rolling reduction of about 2 to 15%. hot-rolled 
sheet annealing, cold rolling, and finish annealing; pref- 
erably the FDT of hot rolling is 850**C, and 0.0002 to 
0.0030% of B is added. 
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Description 

BACKGROUND OF THE INVENTION 
5 1, Field of thQ Invention 

[0001] The present Invention relates to a ferritic Cr-containing steel sheet suitable for use for building facing mate- 
rials, kitchen utensils, chemical plants, water tanks, automobile heat resistant members, etc. Particularly, the present 
invention relates to a fen-itic Cr-containing steel sheet having excellent ductility, formability, and anti-ridging property, 
10 and a method of producing the same. In the present invention, the steel sheet includes a steel plate, and a steel strip. 

2. Description of the Related Art 

[0002] Stainless steel sheets have beautiful surfaces and excellent corrosion resistance, and are thus widely used 
15 for building facing materials, kitchen utensils, chemical plants, water tanks, etc. Particularly, austenitic stainless steel 
sheets have excellent ductility and excellent press-formability. and thus cause no ridging as a result of pressing, and are 
widely used for the above applications. 

[0003] On the other hand, fenritic Cr-containing steel sheets such as ferritic stainless steel sheets need to be 
improved in fonnability. This is done by purifying the steel. The use for the above applications, instead of austenitic 
20 stainless steel, sheets of SUS 304, SUS 315, etc. have recently been studied. This is because the properties of the fer- 
ritic stainless steel are widely known, for example, low thermal expansion coefficient, low sensitivity to stress corrosion 
cracking, and low cost due to the absence of the expensive Ni ingredient. 

[0004] However, for application to formed products, the ferritic stainless steel sheets have lower ductility than the 
austenitic stainless steel sheets, and this causes problems In thaf'ridging" occurs in the surfaces of the formed prod- 
25 ucts. Ridging is an unevenness that spoils or downgrades the beauty of the formed products, significantly increasing 
the polishing load. Therefore, in order to further extend the application of ferritic stainless steel sheets, improvement in 
all of ductility, formability and anti-ridging properties are required. 

[0005] For these requirements, ferritic stainless steel having excellent formability comprises 0.03 to 0.08 wt% of C, 
0.01 wt% or less of Ni, and 2 x N wt% to 0.2 wt% of Al and is proposed in, for example. Japanese Unexamined Patent 
30 Publication No. 52-24913. In the technique disclosed in Japanese Unexamined Patent Publication No. 52-24913, the C 
and N contents are decreased, and the Al content is twice or more as much as the N content decreasing the amount of 
solute nitrogen and making the crystal grains fine, thereby improving ductility, anti-ridging properties, and secondary 
formability. 

[0006] However, in the technique disclosed in the aforesaid Publication No. 52-24913, the formability is greatly 
35 improved, but the anti-ridging properties are not significantly improved. Therefore, when working such as press forming 
or the like is performed, polishing is required for improving the beauty of the metal surface, increasing cost due to 
increased polishing load. 

[0007] On the other hand, for example, Japanese Unexamined Patent Publication No. 51-123720 discloses a 
method for reducing ridging, in which after hot rolling, rolling is performed with a rolling reduction of 15% or more in a 
40 temperature region of 450 to 700°C, followed by annealing, cold rolling and final annealing. 

[0008] Although the technique disclosed in the aforesaid Publication No 51 -123720 improves the anti-ridging prop- 
erties, the technique does not significantly improve ductility or fonnability. Therefore, the various further attempts have 
been made to improve all of ductility, formability and anti-ridging properties concurrently. 

[0009] Japanese Unexamined Patent Publication No. 2-1 70923 discloses a method of producing a chromium stain- 
45 less steel sheet having excellent anti-ridging properties and press-formability, in which a hot-rolled sheet obtained by 
hot-rolling a chromium stainless steel containing 13.0 to 20.0 wt% of chromium is subjected to pre-cold rolling with a 
rolling reduction of 2 to 30%, followed by continuous annealing, descaling, cold rolling, and finish annealing. Strain is 
achieved by cold rolling before annealing to promote recrystallization in annealing, permitting continuous annealing for 
improving formability and anti-ridging properties. 
50 [001 0] The occurrence of ridging is a fundamental problem and is inherent in a ferritic stainless steel sheet. It needs 
to be fully resolved. On the other hand Japanese Unexamined Patent Publications Nos. 9-263900 and 10-330887 dis- 
close a technique for improving anti-ridging properties by controlling a colony of similarly oriented crystal grains. 
[0011] Although the technique disclosed in Japanese Unexamined Patent Publication No. 2-170923 improves the 
so-called V value (Lankford value) and the anti-ridging properties, the technique has a problem in that there is still con- 
55 siderable room for further improvement of both those properties, and that It fails to improve significantly the anti-ridging 
property and r value of the stainless steel. 

[0012] Although the techniques disclosed in Japanese Unexamined Patent Publications Nos, 9-263900 and 10- 
330887 can prevent the occurrence of a colony of similarly oriented grains, they both face the problem that the occur- 
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rence of ridging cannot be completely suppressed, with the products exhibiting poor surface qualities after forming. 
[0013] Furthermore, deeply drawing a ferritic stainless steel by press forming or the like encounters the problem of 
planar anisotropy of the V value and elongation of the steel sheet. Even when the steel sheet has a high mean V value 
and a mean elongation value in each direction, with a low minimum V value and a minimum elongation value, deep 

5 drawing cannot be sufficiently perfomned. In the steel sheets produced by the above-described conventional tech- 
niques, the mean "r" value and mean elongation are improved, while the minimum "r" value and minimum elongation 
value are low enough to cause a problem of high planar anisotropy of the "r" value and the elongation value. 
[0014] The above-described conventional techniques cannot produce a ferritic stainless steel sheet satisfying the 
need for better ductility, formability, and anti-ridging properties at low cost. Namely, in the conventional techniques, 

10 formability is greatly improved, while the effect of improving the anti-ridging property is Insufficient. Therefore, in an 
application using working such as press forming or the like an increased polishing load is necessary for improving the 
surface beauty of the formed product. In addition, although the mean V value and mean elongation value are improved, 
the problem remains that sufficient formability cannot be obtained in actual press forming (or the like) because of the 
high planar anisotropy of the "r" value and elongation, thereby causing difficulties in producing steel having sufficient 

75 levels of ductility, formability and anti-ridging properties at low cost. 

SUMMARY OF THE INVENTION 

[0015] The present invention has been achieved for solving the problems associated with the above-described con- 
20 ventional techniques. 

[0016] An object of the present invention is to provide a femtic Cr-containing steel sheet having good ductility and 
formability, while also having excellent anti-ridging properties, particularly an anti-ridging property equivalent to that of 
stainless steel SUS304, and excellent surface qualities after fonning, and a method of producing the same. Another 
object of the present invention is to provide a ferritic Cr-containing steel sheet having good ductility and fomiability, 
25 excellent anti-ridging properties, and low planar anisotropy of the "r" value, along with excellent elongation characteris- 
tics. 

[0017] This invention also relates to a method of producing such a ferritic Cr-containing steel sheet. 

[0018] We have discovered the importance of specific chemical components and proportions in the steel, and the 

steps of pre-rolling performed by warm or cold rolling with a relatively low rolling reduction between hot-rolling and hot- 

30 rolled sheet annealing to improve ductility, formability and the anti-ridging property. We have further found that in com- 
bination with these steps, about 0.0002 to 0.0030% of B can be added to significantly decrease the planar anisotropy 
of elongation of the steel. We have further found that the finishing delivery temperature FDT of the hot rolling step shall 
be set to a value as low as 850°C or less, and that this increases the minimum "r" value r^in and significantly improves 
the planar anisotropy of the "r" value, leading to the achievement of the remarkable qualities of the steel of the present 

35 invention. 

[0019] In the present invention, the hot-rolled sheet annealing step may comprise either box annealing or continu- 
ous annealing. However, in continuous annealing, a stabilizing element such as Ti or Nb must be added to the steel In 
which the C and N contents are decreased, and B is added to the steel in amounts more fully described hereinafter. 
[0020] In the present invention, as a result of studies of a basic solution of the fundamental ridging problem In a fer- 

40 ritic Cr-containing steel sheet, with special attention to the crystal grain structure of the steel sheet, it was found that the 
anti-ridging properties are significantly improved by decreasing the elongation index of the steel. This is defined as the 
ratio of the length of the crystal grains in the rolling direction to the length of the crystal grains in the thickness direction 
after hot-rolled sheet annealing. It was also found that the occurrence of ridging can be significantly suppressed by sup- 
pressing the formation of a colony comprising coarse crystal grains generally oriented in the rolling direction of the cold- 

45 rolled annealed steel sheet: This is an important achievement of the present invention. 

[0021] The present invention provides a method of producing a ferritic Cr-containing steel sheet comprising the 
step of hot-rolling a steel raw material comprising about 0.001 to 0.12% of C, about 0.001 to 0.12% of N, and about 9 
to 32% of Cr, all percentages herein being mass percentages. After the hot-rolled sheet annealing step, a cold-rolling 
step comprises cold-rolling the hot-rolled sheet passed through the hot-rolled sheet annealing step to fonri a cold-rolled 

50 sheet, followed by the finish annealing step. 

[0022] In the method, a pre-rolling step Is performed by cold or warm rolling at a rolling reduction of about 2 to 1 5% 
between the hot-rolling step and the hot-rolled sheet annealing step. In the present invention, the hot-rolled sheet 
annealing step uses a Cr-containing steel raw material comprising components appropriately controlled for box anneal- 
ing or continuous annealing. 

55 [0023] In box annealing, in the hot-rolled sheet annealing step, the hot-rolled sheet is preferably maintained at a 
predetermined annealing temperature for about 1 hour or more, and cooled to about 600°C at a mean cooling rate of 
less than about 25°C/h after retention, and the annealing temperature is more preferably in the range between the 
about (Ai transformation point -»- 30)°C to about 1000°C. In the practice of the present invention, in order to decrease 
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the planar anisotropy of the "r" value, and the elongation, the finishing delivery temperature In the hot rolling step is pref- 
erably controlled at about 650°C or less, and about 0.0002 to 0.0030% of B Is preferably added. 
[0024] The product of the present invention connprises a ferritic Cr-containing steel sheet having excellent ductility, 
formability and anti-ridging properties, and comprises, in mass%, about 0.001 to 0.12% of C, about 0.001 to 0.12% of 
5 N, and about 9 to 32% of Cr, and comprises a section of the steel sheet in the thickness direction parallel to the rolling 
direction, having an elongation index of crystal grains of about 5 or less at any position. 

[0025] The present invention also provides a method of producing a ferritic Cr-containing cold-rolled annealed steel 
sheet having excellent ductility, formability, and anti-ridging properties, comprising the steps of cold rolling the steel 
sheet to the extent of about 30% or more, and finish annealing at about 700°C or more. 

10 [0026] The present invention further provides a ferritic Cr-containing steel sheet having excellent ductility, formabil- 
ity, and anti-ridging properties, and comprises, by mass%, about 0.001 to 0.12% of C, about 0.001 to 0.12% of N, and 
about 9 to 32% of Cr, wherein the steel sheet has a crystal grain structure In which in a section of the steel sheet in the 
thiclcness direction parallel to the rolling direction, a coarse grain colony of crystal grains having a crystal grain area 
larger than about 2 X AO, which AO designates the mean crystal grain area, and oriented in the rolling direction has an 

75 aspect ratio of about 5 or less. 

BRIEF PESCRIPTION QFTHg DRAWINGS 
[0027] 

20 

Fig. 1 A is a graph showing the relation between the pre-rolling reduction and mean elongation Elf^ean ^ ferritic 
stainless hot-rolled steel sheet as hereinafter described in detail; 

Fig. 1 B is a graph showing the relation between pre-rolling reduction and mean T value rmean the steel; 
Fig. 1C is a graph showing the relation between the pre-rolling reduction and the ridging grade of the steel; 
25 Fig. 2 is a graph showing, in a different steel, the relation between "fmean "^min. ^nd the hot-rolling finishing 
delivery temperature POT as described in detail hereinafter; 

Fig. 3 is a graph of steels showing the influence of B addition on elongation of a finish annealed steel material; 

Fig. 4 is a graph of steels showing the influence of B addition and pre-rolling reduction on the planar anisotropy of 

elongation of a finish annealed steel material; 
30 Fig. 5A Is a schematic diagram showing an example of a cooling pattern during hot-rolled sheet steel annealing; 

Fig. 5B is a schematic diagram showing an example of a cooling pattern used during hot-rolled sheet annealing; 

Fig. 5C is a schematic diagram showing an example of a cooling pattern used during hot-rolled sheet annealing; 

Fig. 6A is a schematic drawing showing the crystal grain structure of a section of a hot-rolled annealed sheet in the 

thickness direction parallel to the rolling direction; 
35 Fig. 6B is a schematic drawing showing a method of measuring an elongation index of crystal grains; 

Fig. 7 is a graph showing the relation between the elongation index distribution of crystal grains of a hot-rolled 

annealed steel sheet and the ridging grade; 

Fig. 8A is a schematic drawing showing a coarse grain colony in a section of a cold-rolled annealed steel sheet in 
the thickness direction parallel to the rolling direction; and 
40 Fig. 8B is a schematic drawing showing a method of measuring the aspect ratio of a coarse grain colony in a steel 

sheet. 

DESCRIPTION OF THE PREFE RRED EMBODIMENTS 

45 [0028] The results of basic experiments performed by the inventors are first described. 

[0029] The inventors first studied the influence of the addition of strain to the steel between the hot rolling and hot- 
rolled sheet annealing. 

[0030] A ferritic stainless hot-rolled steel sheet (hot-rolling finishing delivery temperature FDT: 950"'C) having a 
composition comprising 0.063 mass % C-0.033 mass % N-0.27 mass % Si-0.60 mass % Mn.-ie.S mass % Cr-0.33 

50 mass % Ni-0.001 mass % AI-0.061 mass % V was cold-rolled with a rolling reduction of 0 to 20%, annealed by retention 
at 860°C for 8 hours and slow cooling to 600°C at a mean cooling rate of 7.2 °C/hr, cold-rolled so that the cumulative 
rolling reduction of the hot-rolled sheet after hot rolling was 76%, and then finish annealed by retention at 830°C for 30 
seconds to obtain a ferritic stainless steel sheet. The thus-obtained ferritic stainless cold-rolled steel sheet was exam- 
ined with respect to mean elongation Bfj^^an* mean V value (Lankford value) rjj^Q^n* and the ridging grade. The results 

55 are shown in Fig. 1. 

[0031] Fig. 1 indicates that by cold rolling with a rolling reduction of 2 to 15% before hot-rolled sheet annealing, a 
mean elongation El^nean of 32% or more, a mean r value r^ggp of 1.3 or more, and the ridging grade A (ridging height 
of 5 ^m or less) are obtained, and the elongation El, r value and the anti-ridging property are improved. 
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[0032] Such significant improvements in properties are believed to result from the addition of strain by pre-roiling 
before hot-rolled sheet annealing, and careful component control according to the hot-rolled sheet annealing condi- 
tions. Namely, in the case of box annealing in performing the hot-rolled sheet annealing step, Al among chemical com- 
ponents is controlled to about 0.03 *mass% or less, and the hot-rolled sheet is annealed by retention at the annealing 

5 temperature for 1 hour or more and then slow cooling to obtain an effect. Although the mechanism of improving the 
properties is not completely clarified at present, it is believed to relate to the fact that the amount of solute nitrogen N is 
increased by decreasing the Al content, and the precipitation of carbonltride on dislocation during the heating step of 
annealing the hot-rolled sheet is accelerated by applying strain In thickness by pre-roHing to facilitate recrystallization. 
The annealing temperature is preferably about (A^ transformation point + 30)*'C or more. The A^ transformation point is 

10 represented by the equation: 

A 1 transformation point = 35(Cr + 1.72Mo + 2.09Si + 4.86Nb 
+ 8.29V + I.TTTi + 21.4AI + 40B - 7.1 4C - 8.0N - 3.28Ni - 1.89Mn - 0.51 Cu) + 310. 

15 

[0033] On the other hand, in the case of continuous annealing as the form of hot-rolled sheet annealing, a stabiliz- 
ing element such as T\ or Nb, which forms carbonltride, must be added. The carbonitride which finely precipitates during 
hot rolling functions as a pinning site of dislocation introduced by pre-rolling to facilitate recrystallization in hot-rolled- 
annealing. The coarse carbonitride particles precipitating during casting are believed to function as nuclei for recrystal- 
20 lization during annealing. 

[0034] Next we studied the influence of the finishing temperature on the V value during hot rolling, for further 
improving formability. 

[0035] A ferritic stainless steel raw material having a composition comprising, by mass %, 0.063 % C-0.033 % N- 
0.27 % Si-0.60 % Mn-16.3% Cr-0.33 % Ni-0.001 % AI-0.061 % V was hot-rolled so that the finishing delivery tempera- 
25 ture (FDT) was 700 to 1 000*^0 to form a hot-rolled sheet, cold-rolled with a rolling reduction of 1 0%. annealed by reten- 
tion at 860°C for 8 hours and then slow cooling to 600°C at a mean cooling rate of 7.2 °C/h, cold-rolled so that the 
cumulative rolling reduction of the hot-rolled sheet after hot roiling was 75%, and then finish annealed by retention at 
830°C for 30 seconds to obtain a ferritic stainless cold-rolled steel sheet. 

[0036] The thus-obtained ferritic stainless cold-rolled steel sheet was examined with respect to the "r" value in each 

30 of (a) the rolling direction, (b) the direction angled at 45° with the rolling direction, and (c) the direction angled at 90° 
with the rolling direction to determine the mean V value (r^ean) ancl the minimum Y' value (rf^m). The results are shown 
in Fig. 2. 

[0037] Fig. 2 indicates that at FDT of 850°C or less, the V^jn value and the planar anisotropy are improved, and 
pressing formability is further improved. 

35 [0038] It was also found that by decreasing the elongation index of the crystal grains after hot-rolled sheet anneal- 
ing over the entire thickness, the anti-ridging properties of the steel after cold-rolled sheet annealing is significantly 
Improved. It was further found that in the crystal grain structure after cold-rolled sheet annealing, the formation of colo- 
nies comprising coarse grains oriented in the rolling direction is suppressed to obtain good ductility and formability, and 
excellent antl-ridging properties, particularly, the excellent anti-ridging properties that are equivalent to those of SUS 

40 304. 

[0039] The limits of the chemical components of a steel raw material suitable for the present invention are 
described. In the description below, "mass%" is abbreviated to "%". 

[0040] In the present invention, assuming that hot-rolled sheet annealing is in the fomi of box annealing, a suitable 
steel raw material comprises about 0.01 to 0.12% of C. about 0.01 to 0.12% of N, about 1 1 to 18% of Cr, and Al con- 

45 trolled to about 0.03% or less, or about 0.005 to 0.12% of C, about 0.005 to 0.12% of N, about 0.0002 to 0.0030% of B. 
about 1 1 to 1 8% of Cr, and Al controlled to about 0.03% or less, and preferably further comprises one or two of Mo and 
Cu in a total of about 0.50 to 2.5%. The steel raw material may have a composition further comprising about 1.0% or 
less of Si, about 1 .0% or less of Mn, about 1 .0% or less of Ni, about 0.1 5% or less of V, about 0.05% or less of P, and 
about 0.01% or less of S, the balance comprising Fe, and incidental Impurities. 

50 [0041] On the other hand, assuming that hot-rolled sheet annealing is continuous annealing, a suitable steel raw 
material comprises about 0.001 to 0.02% of C, about 0.001 to 0.02% of N, about 9 to 32% of Cr, about 0.30% or less 
of Al, about 0.0002 to 0.0030% of B. and one or both of about 0.05 to 0.50% of Ti and about 0.05 to 0.50% of Nb, and 
preferably one or both of Mo and Cu in a total amount of about 0.50 to about 2.5%. The steel raw material may have a 
composition further comprising about 1.0% or less of SI, about 1.0% or less of Mn, about 1.0% or less of Ni, about 

55 0.15% or less of V, about 0.05% or less of R and about 0.01% or less of S, the balance comprising Fe, and incidental 
impurities. 

[0042] In some cases, the steel raw material further comprises at least one of Zr, Ta, Ca. and Mg according to 
demand. 
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[0043] The reasons for limiting the chemical components of the suitable steel raw material of the present invention 
are described below. 

C: about 0.01 to 0.12% (box annealing), about 0.005 to 0.12% (B addition, box annealing), about 0.001 to 0.02% (con- 
5 tinuous annealing) 

[0044] In the present invention, assuming that hot-rolled sheet annealing Is box annealing, the C content is prefer- 
ably decreased as much as possible In order to improve ductility. However, with an excessively low C content, the anti- 
ridging property deteriorates to produce unevenness In a working portion during working such as press forming or the 

10 like, thereby deteriorating the beauty of a product. Therefore, in box annealing, the lower limit of the C content Is set to 
about 0.01%, preferably set to about 0.02% or more. However, when about 0.0002 to 0.0030% of B is added, an effect 
can be obtained even at a C content lower limit of about 0.005%, and the lower limit is preferably about 0.01 % or more. 
On the other hand, with an excessively high C content of over about 0.1 2%, the ductility deteriorates, and a Cr depleted 
zone, coarse precipitates, and Inclusions as a starting point of rusting are increased. Therefore, the upper limit of the C 

15 content is set to about 0. 1 2%, preferably set to about 0.1 0% or less. 

[0045] Assuming that hot-rolled sheet annealing is continuous annealing, a decrease in the C content is effective 
to improve ductility. However, with an excessively low C content, the cost of steelmaking is increased. Therefore, the 
lower limit of the C content is set to about 0.001%. While with an excessively high C content of over about 0.02%, duc- 
tility deteriorates, and the Cr depleted zone, coarse precipitates, and inclusions as the starting point of rusting are 

20 Increased. Therefore, the upper limit of the C content is set to about 0.02%, preferably set to about 0.001 to 0.015%. 

N: about 0.01 to 0.12% (box annealing), about 0.005 to 0.12% (B addition, box annealing), about 0.001 to 0.02% (con- 
tinuous annealing) 

25 [0046] Assuming that hot-rolled sheet annealing is box annealing, like the C content, the N content is preferably 
decreased as much as possible for improving ductility. However, with an excessively low N content, the anti-ridging 
property deteriorates to produce unevenness in a working portion during working such as press forming or the like, 
thereby downgrading the beauty of a product. Therefore, in box annealing, the lower limit of the N content is set to about 
0,01 %, preferably set to about 0.02% or more. However, when about 0.0002 to 0.0030% of B is added, an effect can be 

30 obtained even at a N content lower limit of about 0.005%, and the lower limit is preferably about 0.01% or more. On the 
other hand, with an excessively high N content of over about 0.12%, the ductility decreases, and the Or depleted zone, 
coarse precipitates, and Inclusions as the starting point of rusting are Increased. Therefore, the upper limit of the N con- 
tent is set to about 0.12%, preferably set to about 0. 1 0% or less. 

[0047] Assuming that hot-rolled sheet annealing is continuous annealing, like the C content, a decrease in the N 
35 content is effective to improve ductility. However, with an excessively low N content, the cost of steel making is 
Increased. Therefore, the lower limit of the N content is set to about 0.001%. While with an excessively high N content 
of over about 0.02%, ductility decreases, and the Cr depleted zone, coarse precipitates, and Inclusions as the starting 
point of rusting are increased. Therefore, the upper limit of the N content is set to about 0.02%, preferably set to about 
0.001 to 0.015%. 

40 

B: about 0.0002 to 0.0030% 

[0048] B is an element for improving secondary formability, and with a B content in the range of about 0.0002 to 
0.0030%, in addition to the effect of improving the secondary formability, the planar anisotropy of elongation is signifi- 
45 cantly Improved without deteriorating the effect of improving elongation, the V value, and the anti-ridging property by 
pre-rolling. 

[0049] This point was first clarified by studies made by the inventors. Figs. 3 and 4 show an example of the results 
of the studies. Figs. 3 and 4 are graphs respectively showing the Influences of the addition of B on the elongation and 
the planar anisotropy thereof of a material obtained by a method In which a hot-rolled steel sheet having each of the 

50 compositions shown in Table 1 was pre-rolled by 0 to 20% by cold rolling, annealed by retention at 860°C for 8 hours, 
cold-rolled so that the cumulative rolling reduction including pre-rolling after hot rolling was 75%, and then finish 
annealed by retention at 830°C for 30 seconds. These figures indicate that although elongation El is not influenced by 
the presence of B (Fig. 3), with a rolling reduction of 2 to 15%, the planar anisotropy AEI of elongation of B-nonadded 
steel is 1% or more, while the planar anisotropy AEI of B-added steel is as low as less than 0.5% (Fig. 4). 

55 [0050] With a B content of less than 0.0002%, the effect of improving the planar anisotropy of elongation is not suf- 
ficient, while with a B content of over 0.0030%, the formability of a product decreases. 

[0051] On the basis of this finding, the B content is limited to about 0.0002 to 0.0030%, preferably about 0.0002 to 
0.001 0%, Although the mechanism of Improvement In the planar anisotropy of elongation due to the addition of B is not 
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currently known, the improvement is believed to relate to the phenomenon that during hot-rolled sheet anneal! ng» B 
combines with N in steel to produce fine precipitates on dislocation introduced by pre-roHing, thereby suppressing 
recovery of the dislocation and promoting recrystallizatlon. 

5 Cr: about 1 1 to 18% (box annealing), about 9 to 32% (continuous annealing) 

[0052] Cr Improves con'oslon resistance. The preferred range depends upon other additive elements and produc- 
tion conditions. In box annealing as a form of hot-rolled sheet annealing, there is the problem of precipitating carboni- 
tride due to the high C and .N contents. Therefore, in order to impart corrosion resistance in various con-osive 
10 environments, a Cr content of at least about 11% is required. With a Cr content of over about 18%, formability deterio- 
rates. Therefore, the Cr content is limited to about 11 to 18%, preferably about 13 to 18%. 

[0053] On the other hand, in continuous annealing as a form of hot-rolled sheet annealing, a Cr content of at least 
about 9% is required for imparting the corrosion resistance in various corrosive environments. However, with a Cr con- 
tent of over about 32%, formability deteriorates. Therefore, the Cr content is limited to about 9 to 32%, preferably about 
15 1 1 to 30%. 

Al: about 0.03% or less (box annealing), 0.30% or less (continuous annealing) 

[0054] Al functions as a deoxidizer. A preferable range of the Al content depends upon the conditions of the hot- 
20 rolled sheet annealing. In box annealing as the form of hot-rolled sheet annealing, the amount of solute nitrogen is 
increased by decreasing the Al content to accelerate the precipitation of carbonitride on dislocation introduced by pre- 
rolling in the course of annealing. As a result, recrystallization in box annealing is promoted to improve the anti-ridging 

property. On the other hand, with a high Al content, an oxide inclusion is increased to cause many surface defects such 
as scabs or the like. Therefore, in box annealing, the Al content is controlled to about 0.03% or less, preferably about 
25 0.01% or less. 

[0055] On the other hand, in continuous'annealing as a form of hot-rolled sheet annealing, Al has the same function 
as the added stabilizing element Ti or Nb which fomis carbonitride. The fine carbonitride precipitation in hot rolling is 

believed to function as pinning sites of the dislocation introduced by pre-roHing to facilitate recrystallization during hot- 
rolled sheet annealing. The coarse carbonitride precipitating in casting is believed to function as nuclei of recrystalliza- 
30 tion during annealing. However, with a high Al content, the amount of an oxide inclusion is increased and causes sur- 
face defects such as scabs or the like. Therefore the Al content is about 0.30% or less, preferably about 0.20% or less 

Si: about 1 .0% or less 

35 [0056] Si functions as a deoxidizer. However, with a high Si content, ductility and cold formability deteriorate. There- 
fore, the Si content is preferably about 1 .0% or less, more preferably about 0.03 to 0.50%. 

Mn: about 1.0% or less 

40 [0057] Mn is an element which combines with S to decrease the amount of solute S, and is thus effective to sup- 
press grain boundary segregation of S, and prevent cracking during hot rolling. However, with an excessively high Mn 
content, cold formability and corrosion resistance deteriorate. Therefore, the Mn content is preferably limited to about 
1 .0% or less, more preferably about 0.05 to 0.8%. 

. 45 Ni: about 1 .0% or less 

[0058] Ni improves corrosion resistance. However, with a high Ni content, cold formability deteriorates. The Ni con- 
tent is preferably limited to about 1.0% or less even when Ni is added according to demand. From the viewpoint of fomn- 
ability, the Ni content is more preferably about 0.7% or less. 

50 . 
V: about 0.15% or less 

[0059] V combines with C and N to form carbide and nitride, respectively, and prevents the coarsening of crystal 
grains. However, with a high V content, cold formability deteriorates. In the present invention, the V content is preferably 
55 limited to about 0.15% or less, more preferably about 0.10% or less, even when V is added according to demand. 
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P: about 0.05% or less 

[0060] P deteriorates formability in hot rolling, and causes pitting, and thus the P content is preferably decreased 
as much as possible. Since the adverse effect of P is not significant up to a content of about 0.05%, a P content of up 
5 to about 0.05% is allowable. The P content is preferably about 0.04% or less. 

S: about 0.01% or less 

[0061] S is an element which forms a sulfide and deteriorate cleanness of steel and MnS functions as a starting 
10 point of rusting, and which causes grain boundary segregation to promote grain boundary embrittlement. Therefore, the 
S content is preferably decreased as much as possible. Since the adverse effect of S is not significant up to a content 
of about 0.01%, a S content of up to about 0.01% is allowable. The S content is preferably about 0.008% or less. 

Mo, Cu: about 0.50 to 2.5% In total 

15 

[0062] Mo and Cu both improve con-osion resistance, and are effectively added when high corrosion resistance is 
required. However, with a total of less than 0.50%, the effect is insufficient, while with an excessive total content, fomn- 
abllity deteriorates. Therefore, the total content of Mo and Cu is about 2.5% or less, preferably about 0.50 to 2.0%. 

20 Zr, Ta: about 0.5% or less each 

[0063] Zr and Ta combine with C and N to decrease the amounts of solute C and N, respectively, present in ferrite, 
thereby improving ductility and formability. With the Zr and Ta contents of about 0.5% each, not only fonmabirity deteri- 
orates, but also surface quality deteriorates.- Therefore, each of the Zr and Ta contents is about 0.5% or less. 

25 

Ca: about 0.0005 to 0.010% 

[0064] Ca has the function to decrease the melting point of an oxide inclusion to promote floating and separation of 
the inclusion in the steelmaking step, preventing the occurrence of surface defects due to the inclusion. IHowever, with 

30 a Ca content of less than about 0.0005%, no effect is obtained, while with a Ca content of over about 0.01 0%, the sur- 
face quality deteriorates. Therefore, the Ca content is about 0.0005 to 0.010%, preferably about 0.0005 to 0.0050%. 

Mg: about 0.0002 to 0.0050% 

35 [0065] Mg has the effect of improving formability in hot rolling. However, with a Mg content of less than about 
0.0002%, no effect is obtained, while with a Mg content of over about 0.0050%, surface quality is adversely affected. 
Therefore, the Mg content is about 0.0002 to 0.0050%, preferably about 0.0002 to 0.0030%. 
[0066] One or two of about 0.05 to 0.50% of Ti, and about 0.05 to 0.50% of Nb 

[0067] Both Ti and Nb are elements which combine with C and N to fomri carbide and nitride, or carbonitride, and 
40 decrease the amounts of solute C and N in ferrite, thereby improving ductility and formability. Both elements are also 
essential for continuous annealing as hot-rolled sheet annealing. The fine carbonitride precipitating in hot rolling possi- 
bly functions as pinning sites of the dislocation introduced by pre-rolling to facilitate recrystallization during hot-rolled 
sheet annealing. The coarse carbonitride precipitating in casting is believed to function as nuclei of recrystallization dur- 
ing annealing. However, with high contents of Ti and Nb, the amount of an oxide inclusion is increased to cause surface 
45 defects such as scabs or the like. Therefore, each of the contents of Ti and Nb is about 0.50% or less. 

[0068] The method of producing a ferritic stainless steel sheet by using a steel raw material having the above- 
described composition will be described below. 

[0069] Molten steel having the above composition is smelted in a conventional smelting furnace such as a con- 
verter, an electric furnace, or the like, refined by a known refining method such as vacuum degassing (RH method), 
50 VOD method, AOD method, .or the like, and then cast by continuous casting or ingot making to fomn a slab or the like 
used as a steel raw material. 

[0070] The steel raw material is then heated, and successively subjected to form a hot-rolled sheet, the pre-rolling 
step of rolling the hot-rolled sheet by cold or warm rolling to impart strain, the hot-rolled sheet annealing step of anneal- 
ing the hot-rolled sheet passed through the pre-rolling step, the cold rolling step of cold-rolling the hot-rolled sheet 
55 passed through the hot-rolled sheet annealing step to fomi a cold-rolled sheet, and the finish annealing step of finish 
annealing the cold-rolled sheet. If required, descaling may be performed between hot rolling and pre-rolling, after hot- 
rolled sheet annealing, or after cold-rolled sheet annealing. 

[0071] In the hot rolling step of the present invention, the hot rolling conditions are not limited as long as a hot-rolled 
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sheet having a desired thickness can be obtained. When formability is required to be further improved, particularly the 
planar anisotropy of the V value is required to be improved, the finishing delivery temperature FDT of hot rolling is pref- 
erably about 850**C or less. With a finishing delivery temperature of hot rolling of over about 850'C, the planar anisot- 
ropy of the "r" value is Increased 
5 [0072] The thus-obtained hot-rolled sheet is descaled according to demand, and then subjected to the pre-rolling 
step before hot-rolled sheet annealing. 

[0073] In the pre-rolling step, rolling with a rolling reduction of about 2 to 15% is performed by cold or warnn rolling. 
This rolling introduces strain in thickness, and a combination with subsequent annealing Improves the elongation, the 
"f* value, and the anti-ridging properties. With a rolling reduction of less than about 2%, the elongation, the V value, 
10 and the anti-ridging property are less improved, while with a rolling reduction of over about 15%, the elongation, the V 
value, and the anti-ridging properties deteriorate. Therefore, in the pre-rolling step, the rolling reduction is limited in the 
range of about 2 to 15%. In the pre-rolling step, rolling is performed by cold rolling or warm rolling at less than about 
450°C. With a rolling temperature of about 450^0 or. more, the strain In thickness introduced by rolling is recovered to 
decrease the effect of pre-rolling. 
15 [0074] Pre-rolling may be advantageously performed between the completion of the hot rolling step and the hot- 
rolled sheet annealing step. For example, rolling may be perfonmed under conditions wherein the coil is at temperature 
above room temperature during the time of cooling of the coil from less than 450°C to room temperature after hot rolling. 
[0075] The hot-rolled sheet subjected to pre-rolling is then annealed in the hot-rolled sheet annealing step. In the 
hot-rolled sheet annealing step, the annealing may be either box annealing or continuous annealing according to the 
20 components of the steel raw material. 

[0076] In box annealing, although the heating rate up to a predetermined annealing temperature is not limited, the 
mean heating rate from about 500°C up to the predetermined temperature is preferably about 50''C/hr or less. Box 
annealing is preferably high-temperature long-term retention annealing followed by gradual cooling comprising heating 
to the predetermined annealing temperature, retention at the annealing temperature for about 1 hour or more, and then 
25 slow cooling to about 600**C at a mean cooling rate of about 25°C/hr or less after retention. In the present invention, the 
predetermined annealing temperature is in the range of about 700°C or more, preferably about 750°C or more, to less 
than about 1000**C from the viewpoint of improvements in ductility and the anti-ridging property. The annealing temper- 
ature is more preferably about (A^ transformation point + 30)^C to less than about lOOC'C. This is possibly related to 
the phenomenon that at an annealing temperature not lower than the transformation point, a two-phase structure of 
30 (ferrite -»- austenite) is formed in the course of annealing to partially re-dissolve carbonitride, recrystallize and make 
equiaxed ferrite grains, and make random the crystal orientation accompanying transformation. On the other hand, at 
an annealing temperature of about 1000°C or more, the crystal grains after hot-rolled sheet annealing and after cold- 
rolled sheet annealing are significantly coarsened to downgrade the anti-ridging property and surface quality due to the 
occurrence of significant amounts of "orange peel." In the present invention, effective box annealing for improving prop- 
as erties comprises retention at high temperature.and slow cooling for the precipitation of carbonitride and recovering of 
the Cr depleted zone. Furthenmore, isothermal retention in the temperature range of about 600 to 850°C may be per- 
formed in the course of slow cooling instead of slow cooling after retention. 

[0077] In the present invention, the mean cooling rate (CR.) down to about eoO^'C after retention represents the 
value obtained by dividing the temperature drop AT from the retention temperature to about 600°C by the time t required 

40 for the temperature drop. 

[0078] As shown in Fig. 5, cooling patterns after hot-rolled sheet annealing are roughly divided into the linear pat- 
tern shown in Fig. 5A, the pattern shown in Fig. 5B in which isothermal retention is performed in the course of cooling, 
and the pattern shown in Fig. 5C in which the cooling rate slowly decreases. In consideration of the pattern shown in 
Fig, 58, when T = 860°C, T = 700°C, tg = 16 hr, tt, = 10 hr, and tg = 10 hr, the mean cooling rate (C.R.) down to eoo^'C 

45 after retention is 7.2 ^'C/h. 

[0079] In continuous annealing as hot-rolled sheet annealing, the annealing temperature is 700°C or more, prefer- 
ably in the range of 750°C to 1 1 0Q°C, from the viewpoint of improvements in ductility and the anti-ridging property. 
. [0080] The hot-rolled sheet passed through the hot-rolled sheet annealing step is descaled and then cold-rolled in 
the cold rolling step to obtain a cold-rolled sheet. 

50 [0081] In the cold rolling step, the rolling reduction of cold rolling is preferably about 30% or more, more preferably 
about 50 to 95%. With a rolling reduction of less than about 30%, particularly the "r" value and the anti-ridging proper- 
ties are significantly reduced in some cases. 

[0082] In the finish annealing step after the cold rolling step, the cold-rolled sheet is finish annealed. 
[0083] Finish annealing is preferably performed at a temperature of about eoo^'C or more, which causes recrystal- 
55 lization, for Improving formability. The finish annealing temperature- is more preferably in the range of about 700 to 
1 1 0O^C. From the viewpoint of productivity, finish annealing is preferably continuous annealing. In the present Invention, 
the cold rolling step and the finish annealing step may be repeated at least twice. The repetition of the cold rolling step 
and the finish annealing step further improves the r value, ductility, and the anti-ridging property. 
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[0084] Of course, the cold-rolled sheet can be fished by 2D finishing, 2B finishing, BA finishing, etc. (Japanese 
Industrial Standard: JIS G4305, or ASTM A480/A480M) according to application. 

[0085] Description will now be made of the reasons for limiting the crystal grain structure necessary for ferritic stain- 
less steel having good ductility and formabllity, excellent antl-ridging property, particularly the anti-ridging property 

5 equivalent to SUS 304, and excellent surface quality after forming. 

[0086] As a result of various studies of effective means for significantly improving the anti-ridging property with 
attention to the crystal grain size distribution of a steel sheet, we have found that It is very Important to decrease the 
elongation index of crystal grains in the structure after hot-rolled sheet annealing, and prevent the occurrence of a col- 
ony of coarse grains oriented in the rolling direction and present in the cold-rolled annealed sheet. 

10 [0087] Fig. 6 is a schematic drawing showing the crystal grain structure of a section of a hot-rolled annealed sheet 
in the thickness direction parallel to the rolling direction. Fig. 7 shows the result of measurement of the elongation index 
(length in the rolling direction/length in the thickness direction) distribution of the crystal grains of each of steel sheets 
having ridging grades A, B, and D. Particularly, in the steel sheets having ridging grades B and D, the elongation index 
in the vicinity of the center is higher than that in the vicinity of the surface. The elongated grains are sufficiently recrys- 

15 tallized by conventional cold rolling and annealing to form equiaxed grains. However, the elongated grains present in 
the hot-rolled annealed sheet possibly promote the formation of a colony (group of similar oriented grains) or a colony 
of coarse grains (group of coarse grains oriented in the rolling direction), which is a cause of the occurrence of ridging 
in the cold-rolled annealed sheet, to cause deterioration in the anti-ridging property. 

[0088] In the present invention, as a means for improving the anti-riding property by decreasing the elongated 

20 grains to decrease the colony of similar oriented grains and the colony of coarse grains, a draft of about 2 to 15% is 
applied to the hot-rolled sheet by cold rolling. The strain introduced by pre-rolling promotes recrystallization for making 
grains equiaxed to decrease the elongation index of crystal grains in the vicinity of the center of the sheet after hot-rolled 
sheet annealing. However, with a draft of over about 15%, the anti-ridging property rather deteriorates, and the crystal 
grains in the vicinity of the steel sheet surface are coarsened to cause the occurrence of "orange peel" in some cases. 

25 [0089] In order to decrease the elongated grains to decrease the colony of similar oriented grains or the colony of 
coarse grains, the crystal grains are preferably sufficiently made equiaxed by recrystallization during hot-roiled sheet 
annealing. Besides the method of the present invention, conceivable effective methods include the method of signifi- 
cantly decreasing the finishing delivery temperature in hot rolling to accumulate strain energy before annealing, and the 
method of hardening before hot-rolled sheet annealing to utilize strain accompanying transformation. 

30 [0090] Fig. BA is a schematic drawing showing a colony of coarse grains present in a cold-rolled annealed sheet. 
The terni "coarse grains" means crystal grains having a crystal grain area larger than 2 x AO which AO is the mean crys- 
tal grain area in a section of the steel sheet In the roiling direction. As a result of various studies, in order to achieve anti- 
ridging properties equivalent to SUS 304, it was found to be necessary that the aspect ratio of any colony of coarse 
grains oriented in the rolling direction is about 5 or less. Although the detailed mechanism of the occurrence of ridging 

35 due to the presence of the coarse grain colony is not completely known, the mechanism is possibly related to the facts 
(1) that the occurrence of ridging Is peculiar to ferritic steel, (2) that in femtic steel, a yield phenomenon occurs in a ten- 
sile test to cause Inhomogeneous deformation refen^d to as "LQders Band', and (3) that the yield stress depends upon 
the crystal grain size, and coarser grains yield with lower stress. Namely, with the coarse grain colony present, yield 
occurs in a small region in the initial stage of deformation, and influences defomnation of the peripheral region, thereby 

40 possibly causing the occurrence of ridging in the surface of the steel sheet. By suppressing the formation of the coarse 
grain colony to obtain a homogeneous crystal grain structure, the anti-ridging property is significantly improved. 
[0091] A resolution means for decreasing the coarse grain colony is to decrease the elongation index of the crystal 
grains in the hot-rolled sheet. Besides the method of the present invention, conceivable effective methods include the 
method of significantly decreasing the finishing delivery temperature In hot rolling to accumulate strain energy before 

45 annealing, and the method of hardening before hot-rolled sheet annealing to utilize strain accompanying transfonna- 
tion. It is also thought to be effective to repeat cold rolling and annealing at least twice after hot rolling. 

EMBODIMENT 1 

50 [0092] Molten steel having each of the compositions shown in Table 2 (which follows in this specification) was 
smelted by a converter-secondary refining step, and continuously cast to form a slab. The thus-obtained slab was re- 
heated and then hot-rolled to obtain a hot-rolled sheet. The hot-rolled sheet was pickled, and successively subjected to 
the pre-rolling step, the hot-rolled sheet annealing step, the pickling step, the cold-rolling step, and the finish annealing 
step to forni a cold-rolled annealeid sheet having a thickness of 0.8 mm. The conditions of the pre-rolling step and the 

55 hot-rolled sheet annealing step are shown in Table 3. In the cold rolling step, the rolling reduction was controlled so that 
the cumulative rolling reduction of the hot-rolled sheet was 75%. In the finish annealing step, continuous annealing 
comprising retention at 830*'G for 30 seconds was performed. 

[0093] Test pieces were collected from the thus-obtained cold-rolled annealed sheets, and subjected to a tensile 
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test to measure the elongation El, the "r" value, and the ridging grade. The elongation El, the V value and the ridging 
grade were measured by the following methods: 

(1) Elongation 

5 

. [0094] In the central portion of the width direction in the steady state region of the cold-rolled annealed sheet at 
each of the front end and tall end thereof, three test pieces of JIS No. 13B (JIS Z 2201) were collected in each of the 
directions (the rolling direction, the direction at 45^ to the rolling direction, and the direction at 90° to the rolling direc- 
tion). The test pieces were subjected to tensile tests to measure the elongation El (EIq, EI45, or EIqq) in each of the direc- 
10 tions). The mean elongation Elmean detemnlned from the elongation El in each of the directions by the following 
equation: 

E.I™ean = (Elo+2EU5 + El9oy4 , 

15 (wherein EIq represents elongation in the rolling direction, EI45 represents elongation In the direction at 45° to the rolling 
direction, and EI90 represents elongation in the direction at 90° (perpendicular) to the rolling direction). 

(2) T value (determined by JIS Z 2254:1996) 

20 [0095] In the central portion of the width direction in the steady state region of the cold-rolled annealed sheet at 
each of the front end and tail end thereof, three test pieces of JIS No. 13B (JIS Z 2201) were collected in each of the 
directions (the rolling direction, the direction at 45° to the rolling direction, and the direction at 90° to the rolling direc- 
tion). The strain in width and strain in thickness of each of the test pieces (width Wq, gauge length Lo=:25mm) were 
determined when a uniaxial tensile prestrain of 1 5% was applied to the test pieces. On the basis of the ratio of strain in 

25 width to strain in gauge length represented by the following equation, the "r" value in each of the directions was deter- 
mined by JIS Z 2254:1996. 

r=<n(Wo/W)/^n(LW/LoWo) 

30 (wherein Wq and Lq respectively represent the width and gauge length of a test piece before the tensile test, and W and 
L respectively represent the width and gauge length after the tensile test). 
The mean V value r^ean was determined by the following equation: 

''mean = (ro+2r45 + r9o)/4 

35 

(wherein Tq represents the V value in the rolling direction, r45 represents the T value in the direction at 45° to 
the rolling direction, and rgo represents the "r" value in the direction at 90° (perpendicular) to the rolling direction). 

(3) Ridging grade 

40 

[0096] In the central portion of the width direction in the steady state region of the cold-rolled annealed sheet at 
each of the front end and tail end thereof, two test pieces of JIS No. 5 (JIS Z 2201 ) were collected in the rolling direction. 
One side of each of the test pieces was finished and polished with #600(JIS R 6252:1 999) abrasive paper. Then, uniax- 
ial tensile prestrain was applied to each of the test pieces, and the ridging height of the central portion of each of the 
45 test pieces was measured by a roughness gauge. On the basis of the ridging height, the degree of ridging was evalu- 
ated. 

[0097] The degree of ridging was evaluated on the basis of four grades including grade A of 5 jxm or less, grade B 
of more than 5 to 10 jim, grade C of more than 10 to 20 ^m, and grade D of more than 20 ^m. With grades A and B 
based on these criteria, the anti-ridging property in press fomning is excellent. 
50 [0098] The results obtained are shown in Table 4. 

[0099] In all examples of the present invention, El^ean was 32% or more, r^^ean value was 1.30 or more, and the 
ridging grade was A, and thus all of the elongation, V value and anti-ridging properties were satisfactory. On the other 
hand, comparative examples were outside the range of the present invention, where there was a significant decrease 
of any of the elongation, r value and anti-ridging properties. 

55 

EMBODIMENT 2 

[0100] Molten steel having each of the compositions shown in Table 5 was smelted by a converter-secondary refin- 
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ing step, and cast by continuous casting to form a slab. The thus-obtained slab was re-heated, and then hot-rolled by 
hot rolling at each of the finishing delivery temperatures shown in Table 6 to obtain a hot-rolled sheet having a thickness 
of 3.2 to 4.0 mm. The hot-rolled sheet was pickled and successively subjected to the pre-rolling step, the hot-rolled 
sheet annealing step, the pickling step, the cold-rolling step, and the finish rolling annealing step to form a cold-rolled 
annealed sheet having a thickness of 0.8 mm. The conditions of the pre-rolling step and the hot-rolled sheet annealing 
step are shown in Table 6. The annealing was box annealing at 800 to 860°C for 8 hours. In the cold rolling step, the 
rolling reduction was controlled to obtain a cold-rolled sheet having a thickness of 0.8 mm. The cumulative rolling reduc- 
tion of the hot-rolled sheet was 75 to 80%. In the finish annealing step, continuous annealing comprising retention at 
830^C for 30 seconds was performed. 

[0101] Test pieces were collected from the thus-obtained cold-rolled annealed sheets, and subjected to a tensile 
test to measure the elongation El, the T value, and the ridging grade. The elongation El, the "r" value and the ridging 
grade were measured by the same methods as Embodiment 1 . The minimum of ro, Us and rgo was considered as rmin- 
[0102] The results obtained are shown in Table 7. 

[0103] All examples of the present invention exhibited values of El^ean of 32% or more, an r^egp value of 1 .30 or 
more, and the ridging grade A, and thus had good elongation, rvalue and anti-ridging properties. Furthermore, the min- 
imum "r" value r^in was as high as 1 .00 or more, and thus the planar anisotropy of r value was advantageously low. 
[0104] On the other hand, in the comparative examples, which are outside the range of the present invention, the 
anti-ridging properties significantly deteriorated. 

EMBODIMENT 3 

[0105] Molten steel having each of the compositions shown in Table 8 was smelted by a converter-secondary refin- 
ing step, and continuously cast to form a slab. The thus-obtained slab was re-heated, and- then hot-rolled by hot rolling 
at each of the finishing delivery temperatures shown in Table 9 to obtain a hot-rolled sheet having a thickness of 3.2 to 
5.0 mm. The hot-rolled sheet was pickled, and successively subjected to the pre-rolling step, the hot-rolled sheet 
annealing step, the pickling step, the cold-rolling step, and the finish annealing step to form a cold-rolled annealed sheet 
having a thickness of 0.8 mm. The conditions of the pre-rolling step and the hot-rolled sheet annealing step are shown 
in Table 9. The annealing was box annealing at 880 to 1 0OO^C for 2 to 8 hours. In the cold rolling step, the rolling reduc- 
tion was controlled to obtain a cold-rolled sheet having a thickness of 0.8 mm. The cumulative rolling reduction of the 
hot-rolled sheet was 75 to 84%, In the finish annealing step, continuous annealing comprising retention at 830*'C for 30 
seconds was performed. 

[0106] Test pieces were collected from the thus-obtained cold-rolled annealed sheets, and subjected to a tensile 
test to measure the elongation El, the r value, and the ridging grade. The elongation El, the r value and the ridging grade 
were measured by the same methods as Embodiments 1 and 2. 
[0107] The results obtained are shown in Table 10. 

[0108] All examples of the present invention exhibited Elm©an values of 34% or more, an rmean value of 1.40 or 
more, and the ridging grade A, and thus had good elongation, rvalue and anti-ridging property. 
[0109] On the other hand, in the comparative examples outside the range of the present invention, the anti-ridging 
properties deteriorated. 

EMBODIMENT 4 

[0110] Molten steel having each of the compositions shown in Table 11 was smelted by a converter-secondary 
refining step, and continuously cast to form a slab. The thus-obtained slab was re-heated, and then hot-rolled at each 
of the finishing delivery temperatures shown in Table 12 to obtain a hot-rolled sheet having a thickness of 3.2 mm. The 
hot-rolled sheet was pickled, and successively subjected to the pre-rolling step, the hot-rolled sheet annealing step, the 
pickling step, the cold-rolling step, and the finish rolling annealing step to form a cold-rolled annealed sheet having a 
thickness of 0.8 mm. The conditions of the pre-rolling step and the hot-rolled sheet annealing step are shown in Table 
12. The sheet annealing was box annealing at 830 to 860*»C for 8 hours. In the cold rolling step, the rolling reduction 
was controlled to obtain a cold-rolled sheet having a thickness of 0.8 mm. The cumulative rolling reduction of the hot- 
rolled sheet was 75%. In the finish annealing step, continuous annealing comprising retention at B30°C for 30 seconds 
was performed. 

[0111] Test pieces were collected from the thus-obtained cold-rolled annealed sheets, and subjected to a tensile 
test to measure the elongation El, the T value, and the ridging grade. The elongation El, the V value and the ridging 
grade were measured by the same methods as Embodiments 1 , 2 and 3. 

[0112] Furthermore, the planar anisotropy (AEI) of elongation, which is an important item in the present invention, 
was determined by the following equation: 
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AEl = IEIo-2El45 + El9ol/2 
[0113] The results obtained are shown in Table 12. 

[0114] All examples of the present invention exhibited El^ean 34% or more, a rf^ean value of 1 .40 or more, and 
5 the ridging grade A, and thus had good elongation, "r" value and anti-ridging properties. Furthermore, in the examples 
of the present invention, the planar anisotropy of elongation AEI was significantly improved to 0.5% or less, while in the 
comparative examples, the planar anisotropy of elongation AEI was 2% or more. 

[01 15] On the other hand, in the comparative examples outside the scope of the present invention, any one of the 
elongation, the V value, and the anti-ridging properties deteriorated, and the planar isotropy of elongation AEI was too 
10 bad. 

EMPQDiMENT5 

[0116] Molten steel having each of the compositions shown in Table 13 was smelted by the converter-secondary 
15 refining step, and cast continuously to form a slab. The thus-obtained slab was re-heated, and then hot-rolled by the hot 
rolling step to obtain a hot-rolled sheet having a thickness of 3.2 mm. The hot-rolled sheet was pickled, and succes- 
sively subjected to the pre-rolling step, the hot-rolled sheet annealing step, the pickling step, the cold-rolling step, and 
the finish annealing step to form a cold-rolled annealed sheet having a thickness of 0.8 mm. The conditions of the pre- 
rolling step and the hot-rolled sheet annealing step are shown in Table 14. The hot-rolled sheet annealing was contin- 
ue? uous annealing comprising retention at 900 to 1050°C for 1 to 2 minutes. In the cold rolling step, the rolling reduction 
was controlled to obtain a cold-rolled sheet having a thickness of 0.8 mm. The cumulative rolling reduction of the hot- 
rolled sheet was 75%. In the finish annealing step, continuous annealing comprising retention at 900 to 1 050**C for 1 
minute was performed. 

[0117] Test pieces were collected from the thus-obtained cold-rolled annealed sheets, and subjected to a tensile 
25 test to measure the elongation El, the "r" value, and the ridging grade. The elongation El, the V value and the ridging 
grade were measured by the same methods as Embodiments 1 , 2, 3 and 4. 
[0118] The results obtained are shown in Table 14. 

[01 19] All examples of the present invention exhibited values of El^ean 34% or more, an Y'mean va'ue of 1 ,40 or 
more, and the ridging grade A, and thus had good elongation, "r" value and anti-ridging properties. Furthermore, in the 
30 examples of the present invention, the planar anisotropy of elongation AEI was significantly improved to 0.5% or less, 
while in the comparative examples, the planar anisotropy of elongation AEI was 2% or more. 

[0120] On the other hand, in the comparative examples outside the range of the present invention, at least one of 
the elongation, the V value, and the anti-ridging properties deteriorated, and the planar isotropy of elongation AEI was 
too bad. 

35 

EMBODIMENTS 

[0121] Molten steel having each of the compositions shown in Table 15 was smelted by a converter-secondary 
refining step, and cast by the continuous casting method to form a slab. The thus-obtained slab was re-heated, and then 

40 hot-rolled by hot rolling at each of the finishing delivery temperatures shown in Table 1 6 to obtain a hot-rolled sheet hav- 
ing a thickness of 3.2 to 4.0 mm. The hot-rolled sheet was pickled, and successively subjected to the pre-rolling step, 
the hot-rolled sheet annealing step, the pickling step, the cold-rolling step, and the finish annealing step to forni a cold- 
rolled annealed sheet having a thickness of 0.8 mm. The conditions of the pre-rolling step and the hot-rolled sheet 
annealing step are shown in Table 16. The hot-rolled sheet annealing was box annealing at 800 to 930°C for 2 to 8 

45 hours. In the cold rolling step, the rolling reduction was controlled to obtain a cold-rolled sheet having a thickness of 0.8 
mm. The cumulative rolling reduction of the hot-rolled sheet was 75 to 80%. In the finish annealing step, continuous 
annealing comprising retention at 830*0 for 30 seconds was performed, 

[0122] Test pieces were collected from the thus-obtained cold-rolled annealed sheets, and subjected to a tensile 
test to measure the elongation El, the V value, and the ridging grade. The elongation El, the V value and the ridging 

50 grade were measured by the same methods as Embodiment 1 . 

[01 23] Furthermore, a section of each of the hot-rolled annealed sheets in the thickness direction parallel to the roll- 
ing direction was polished, etched with aqua regia, and then photographed in the range of thickness x 2 mm by an opti- 
cal microscope with a magnification of xlOO. In the resultant photograph of the structure, the maximum value of the 
elongation Index of crystal grains was measured by image processing. In addition, a section of each of the cold-rolled 

55 annealed sheets in the thickness direction parallel to the rolling direction was polished, etched with aqua regia, and then 
photographed in the range of thickness x 1 mm by an optical microscope with a magnification of x200. In the resultant 
photograph of the structure, the mean crystal grain area AO, and the maximum aspect ratio of a coarse grain colony of 
crystal grains having a crystal grain area larger than 2 x AO were measured by image processing. 
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[0124] The results obtained are shown in Table 17. 

[0125] All examples of the present Invention exhibited good elongation, V value and anti-rldging property, while in 
comparative examples, all the elongation, the r value and the anti-ridging properties deteriorated. 

5 EMBQDII^ENT7 

[0126] Molten steel having each of the compositions shown in Table 18 was smelted by a converter-secondary 
refining step, and cast by the continuous casting method to form a slab. The thus-obtained slab was re-heated, and then 
hot-rolled by the hot rolling step to obtain a hot-rolled sheet having a thicl<ness of 3.2 to 4.0 mm. The hot-rolled sheet 

10 was pickled, and successively subjected to the pre-rolling step, the hot-rolled sheet annealing step, the picl<ling step, 
the cold-rolling step, and the finish annealing step to form a cold-rolled annealed sheet having a thickness of 0.8 mm. 
The conditions of the pre-rolling step and the hot-rolled sheet annealing step are shown in Table 19. The hot-rolled 
sheet annealing was continuous annealing comprising retention at 900 to 1000°C for 1 minute. In the cold rolling step, 
the rolling reduction was controlled to obtain a cold-rolled sheet having a thickness of 0.8 mm. The cumulative rolling 

75 reduction of the hot-rolled sheet was 75 to 80%. In the finish annealing step, continuous annealing comprising retention 
at 900 to 1 000°C for 1 minute was performed. 

[01 27] Test pieces were collected from the thus-obtained cold-rolled annealed sheets, and each subjected to a ten- 
sile test to measure the elongation El, the "r" value, and the ridging grade. The elongation El, the "r" value and the ridg- 
ing grade were measured by the same methods as Embodiment 1 . 

20 [0128] Furthermore, a section of each of the hot-rolled annealed sheets in the thickness direction parallel to the roll- 
ing direction was polished, etched with aqua regia, and then photographed in the range of thickness x 2 mm by an opti- 
cal microscope with a magnification of x1 00. In the resultant photograph of the structure, the maximum value of the 
elongation index of crystal grains was measured by image processing. In addition, a section of each of the cold-rolled 
annealed sheets in the thickness direction parallel to the rolling direction was polished, etched with aqua regia, and then 

25 photographed in the range of thickness x 1 mm by an optical microscope with a magnification of x200. In the resultant 
photograph of the structure, the mean crystal grain area AO, and the maximum aspect ratio of a coarse grain colony of 
crystal grains having a crystal grain area larger than 2 x AO were measured by image processing. 
[0129] The results obtained are shown in Table 20. 

[0130] All examples of the present invention exhibited good elongation, V value and anti-ridging property, while in 
30 comparative examples, all the elongation, the "r" value and the anti-ridging properties deteriorated. 

[0131] The present invention can provide a ferritic Cr-containing steel sheet having excellent ductility, formability 
and anti-ridging property, or further having iow planar anisotropy of the V value and elongation, and excellent press 
formability, at low cost, and thus the present invention exhibits a significant and advantageous industrial effect. 
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Table 1 



(mass %) 




C 


Si 


Mn 


P 


S 


Cr 


N 


Al 


B 


6-added steel 


0.056 


0.32 


0.65 


0.030 


0.006 


16.2 


0.0329 


0.002 


0.0002 


B-nonadded steel 


0.057 


0.32 


0.65 


0.032 


0.007 


16.1 


0.0315 


0.003 


<0.0001 



Table 2 



50 



55 



Steel No. 


Chemical component (mass %) 




C 


N 


Si 


Mn 


P 


S 


Al 


Cr 


Ni 


V 


A 


0.063 


0.033 


0.27 


0.60 


0.030 


0.006 


0.001 


16.3 


0.33 


0.061 


B 


0.040 


0.047 


0.29 


0.51 


0.023 


0.007 


0.001 


16.1 


0.25 


0.055 


C 


0.057 


0.026 


0.28 


0.66 


0.042 


0.006 


0.002 


16.0 


0.31 


0.094 


D 


0.051 


0.044 


0.31 


0.55 


0.034 


0.005 


0.002 


17.7 


0.20 


0.031 


E 


0.045 


0.029 


0.33 


0.58 


0.044 


0.008 


0.005 


16.4 


0.52 


0.044 
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Table 2 (continued) 



10 



15 



Steel No. 


Chemical component (mass %) 




C 


N 


Si 


Mn 


P 


S 


Al 


•Cr 


Ni 


V 


F 


0.041 


0.041 


0.30 


0.60 


0.035 


0.007 


0.001 


16.6 


0.33 


0.050 


G 


0.055 


0.026 


0.28 


0.57 


0.041 


0.006 


0.004 


16.1 


0.40 


0.022 


H 


0.070 


0.024 


0.27 


0.54 


0.046 


0.009 


0.006 


16.3 


0.38 


0.076 


1 


0.085 


0.045 


0.25 


0.54 


0.042 


0.008 


0.005 


18.0 


0.55 


0.148 


J 


0.024 


0.055 


0.35 


0.70 


0.025 


0.005 


0.002 


16.4 


0.55 


0.012 


K 


0.022 


0,029 


0.25 


0.35 


0.026 


0.006 


0.002 


13.2 


0.07 


0.062 


L 


0.125 


0.031 


0.28 


0.61 


0.031 


0.008 


0.004 


16.2 


0.35 


0.052 


M 


0.060 


0.031 


0.30 


0.55 


0.033 


0.006 


0.035 


16.3 


0.30 


0.052 


N 


0.030 


0.125 


0.29 


0.57 


0.034 


0.007 


0.002 


17.2 . 


0.29 


0.071 
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Table 3 





StMl 


StMl 


Production Condition 


5 


shaec 


HO. 


Pr«-rolliag 




Hot-rollod sh««t annMling condition 










condition 


















Rolling 


Rolling 


Heating 


RvtMitioo 


4 Aft 


^VtAl 4 nit 


Isothoxauil 










reduction 1 




tvnp^cAtttXtt *C 


tint 




c^tvntlon *** 


10 






tur« 'C 




'C/h 




h 


'c/h 


twiporAtuiro 
tljM *C * h 




1 




- 


- 


12 


860 


8 


7.2 


700*C >« lOh 




2 




RT 


1 


12 


860 


8 


7,2 


700*C X lOh 




3 




RT 


2 


12 


860 


8 


7.2 


700*C X lOh 


15 


4 




RT 


3 


12 


860 


8 


7.2 


700^C X iQh 




5 


A 


RT 


5 


12 


860 


8 


7.2 


700*C « lOh 




6 




400 


7 


12 


860 


8 


7.2 


700*C » lOh 




7 




RT 


10 


12 


860 


8 


7.2 


700*C «t lOh 


20 


B 




RT 


15 


12 


860 


8 


7.2 


700*C * lOh 


9 




RT 


21 


12 


860 


8 


7.2 


700*C » lOh 




10 




RT 


p. 5 


10 


830 


8 


7.2 


700*C X lOh 




11 


0 


RT 


5 


10 


830 


8 


7.2 


700 'C » lOh 




12 




RT 


10 


10 


830 


8 


7.2 


700*C « lOh 


25 


13 


c 


RT 


2.5 


5 


BOO 


8 


5.5 


700*C « IQh 




14 




RT 


5 


10 


800 


8 


5.5 


700"C « lOh 




15 




RT 


X 


12 


860 


8 


7.2 


700*C » lOh' 




16 




RT 


7 


12 


860 


8 


7.2 


700*C X lOh 


30 


17 


E 


RT 


5 


20 


860 


8 


7.2 




18 




RT 




20 


860 


8 


7.2 






19 


5* 


RT 




12 


860 


8 


25 






20 




RT 


10 


12 


860 


8 


25 






21 


G 


RT 




12 


860 


1 


6 


800^C « 6h 


35 


22 




RT 


4 


12 


860 


1 


6 


800'C * 6h 




23 


H 






12 


860 


8 


7.2 


600*C » lOh 




24 




RT 


5 


12 


860 


8 


7.2 


600*C » lOh 




25 


I 


RT 


1 


15 


950 


8 


10 


850*C »» 4h 


40 


26 




RT 


4 


15 


950 


8 


10 


850*C » 4h 


27 


J 


RT 


2 


50 


750 


8 


4 






26 




RT 


10 


50 


750 


8 


4 






29 


K 


RT 


1 


12 


860 


8 


7,2 


700'C " lOh 




30 




RT 


7 


12 


860 


8 


7.2 


7pO'C » lOh 


45 


31 


L 






12 


860 


8 


7.2 


700*C X lOh 




32 




RT 


5 


12 


860 


8 


7.2 


700*C » lOh 




33 


2d 


RT 


5 


12 


860 


e 


7.2 


700*C » lOh 




34 




RT 


3 


12 


860 


6 


7.2 


700*C « lOh 


50 


35 


A 


RT 


2 




860 K 30 . 


1 Continuous annealing 



*) Heating rate between 500*C and the Eetention temperature. 

**) Mean cooling rate between the retention temperature and 600*C. 

laothemial retention in the course of cooling. RT: Room Temp. 
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Table 4 





Steel sheet No. 


Steel No. 


Test Result 


Remarks 


5 






Elongation Elmean % 


rvalue fmean 


Ridging grade 






1 


A 


28.2 


1.02 


D 


Connparatlve Example 




2 




OQ Q 

do.o 


1 .uo 


r> 


Comparative Example 


10 


Q 




32.8 


1.33 


A 


CAQlTipic Ul llllo IIIVCII' 

tion 




A 




33.4 


1.40 


A 


Example of this inven- 
tion 


15 


b 




34.0 


1.47 


. A 


kXEunpie or mis inven- 












tion 




6 




33.7 


1.44 


A 


Example of this inven- 
tion 


20 


7 




34.3 - 


1.50 


A 


Example of this inven- 
tion 




8 




33.8 


1.45 


A 


Example of this inven- 
tion 


25 


9 




C./ .O 




p 
\^ 


Comparative Example 




10 


D 
D 


28.5 


1 .04 


U 


Combarative Examole 




1 1 




34.1 


1 .41 


A 

A 


cXampie oi inis inven- 
tion 


30 






34,7 


1.45 


A 


Pvomnio nf thic inupn- 

CACUIipiC Ul UIIO IMVBil 

tion 




13 


c 


33.1 


1.35 


A 


Example of this inven- 
tion 


35 


14 




34.2 


1.42 


A 


Example of this inven- 












tion 




15 


D 


27.7 


0.96 


D 


Comparative Example 




16 




33.8 


1.41 


A 


Example of this- inven- 


40 












tion 




17 


E 


33.6 


1.38 


A 


Example of this inven- 
tion 




18 




26.9 


0.91 


C 


Comparative Example 


45 


19 


F 


28.2 


1.00 . 


D 


Comparative Example 




20 




34.0 


1.38 


A 


Example of this inven- 
tion 




21 


G 


27.9 


1.03 


D 


Comparative Example 


50 


22 




34.4 


1.42 


A 


Example of this inven- 
tion 




23 


H 


26.8 


0.94 


D 


Comparative Example 




24 




32.5 


1.34 


A 


Example of this inven- 


55 












tion 
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Table 4 (continued) 



Steel sheet No. 


Steel Mo. 


Test Result 


Remarks 






Elongation Elmean % 


rvalue r^ean 


Ridging grade 




25 


1 


26.9 


0.93 


C 


Comparative Example 


26 


32.2 


1.33 


A 


Example of this inven- 
tion 


27 


J 


32.6 


1.36 


A 


Example of this inven- 
tion 


28 


34.2 


1.44 


A 


Example of this inven- 
tion 


29 


K 


28.6 


1.03 


C 


Comparative Example 


30 


34.4 


1.45 


A 


Example of this Inven- 
tion 


31 


L 


25.3 


0.86 


D 


Comparative Example 


32 


24.4 


0.84 


D 


Comparative Example 


33 


M 


29.7 


1.35 


C 


Comparative Example 


34 


N 


23.4 


0.83 


D 


Comparative Example 


35 


A 


31.2 


1.26 


A 


Comparative Example 



25 



Table 5 



Steel No. 


Chemical component (mass%) 




C 


N 


Si 


Mn 


P 


S 


Al 


Cr 


Ni 


V 


Others 


A 


0.063 


0.033 


0.27 


0.60 


0.030 


0.006 


0.001 


16.3 


0.33 


0.061 




B 


0.040 


0.047 


0,29 


0.51 


0.023 


0.007 


0.001 


16.1 


0.25 


0.055 




1 


0.085 


0.045 


0.25 


0.54 


0.042 


0.008 


0.005 


18.0 


0.55 


0.148 




J 


0.024 


0.055 


0.35 


0.70 


0.025 


0.005 


0.002 


16.4 


0.55 


0.012 




L 


0.125 


0.031 


0.26 


0.61 


0.031 


0.008 ' 


0.004 


16.2 


0.35 


0.052 




M 


0.060 


0.031 


0.30 


0.55 


0.033 


0.006 


0.035 


16.3 


0.30 


0.052 




N 


0.030 


0.125 


0.29 


0.57 


0.034 


0.007 


0.002 


17.2 


0.29 


0.071 




0 


0.050 


0.044 


0.31 


0.55 


0.034 


0.005 . 


0.002 


17.8 


0.20 


0.031 


B:0.0005 


P 


0.022 


0.028 


0.25 


0.35 


0.025 


0.006 


0.002 


13.2 


0.07 


0.062 


Mg:0.0003 


Q 


0.062 


0,030 


0.25 


0.56 


0,045 


0.006 


0.001 


16.1 


0.66 


0.012 




T 


0.020 


0.030 


0.30 


0.36 


0.023 


0.005 


0.001 


11.4 


0.06 


0,035 


Mo:0.7 


U 


0.023 


0.014 


0.28 


0.35 


0.028 


0.005 


0.001 


13.0 


0.05 


0.040 


Cu:0.5 



so 
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Table 6 



10 



15 



20 



25 



30 



35 



40 



45 



50 



sum 

1 

c 

No. 


3t— 

1 

Ko. 


Hot rolling 


Production Condition 


• 

•c 


Thloknaaa 
oC hot* 
rolled 

Qsn 


Pre-rolling 
condition 


Hot-rolled sheet 
annealing condition 


tmagmntoxm 

•c 


Polling 
xvduetlon 
% 


nt« * 
*C/h 


tai^pvntim 


tatmtlo 
a ClM 

h 


Cooling 

** 

•C/h 


1 


A 


1000 


3.2 


RT 


10 


12 


860 


8 


7.2 


2 


630 


3.2 


RT 


5 


12 


660 


8 


7.2 


3 


730 


3.2 


RT 


5 


12 


660 


e 


7.2 


4 


B 


BOO 


3.2 


RT 


S 


12 


860 


8 


7.2 


5 


I 


1000 


4.0 


RT 


4 


12 


860 


8 


7.2 


€ 


750 


4.0 


RT 


4 


12 


860 


8 


7.2 


7 


J 


1000 


3.2 


RT 


5 


10 


800 


8 


5.5 


6 


800 


3.2 


RT 


5 


10 


800 


8 


5.5 


9 


k 


850 


3.2 


RT 


4 


12 


860 


8 


7.2 


10 


n 


600 


3.2 


RT 


5 


5 


860 


8 


7.2 


11 


u 


850 


3.2 


RT 


3 


12 


860 


8 


7.2 


12 




1000 


4.0 


RT 


7 


12 


660 


8 


7.2 


13 


0 


800 


4.0 


RT 


7 


12 


860 


8 


7.2 


14 




800 


4.0 


RT 


15 


50 


860 


6 


4.0 


15 


p 


850 


3.2 


RT 


7 


5 


860 


8 


25 


16 


Q 


800 


3.2 


RT 


5 


10 


800 


8 


5.5 


17 


T 


850 


4.0 


RT 


6 


10 


600 


8 


5.5 


18 


U 


850 


4.0 


RT 


6 


12 


860 


8 


7.2 



**) Mean cooling rate between the retention tenqperature and 600 ''C. 
RT: Room Temp. 
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Table 7 



15 



Steel sheet No. 


Steel No. 


Test Result 


Remarks 






Elongation 


rvalue 


Ridging grade 








'-'mean 


'^nfiean 


''min 






1 


A 


34.0 


1.47 


1.08 


A 


Example of this invention 


2 




34.0 


1.47 


1.32 


A . 


Example of this invention 


3 




34.2 


1.48 


1.34 


A 


Example of this invention 


4 


B 


34.2 


1.42 


1.28 


A 


Example of this invention 


5 


1 


32.1 


1.32 


0.91 


A 


Example of this invention 


6 




32.5 


1.35 


1.23 


A 


Example of this invention 


7 


J 


33.7 


1.39 


1.01 


A 


Example of this invention 


8 




33.8 


1.42 


1.27 


A 


Example of this invention 


9 


L 


24.5 


0.85 


0.62 


D 


Comparative Example 


10 


M 


29.6 


1.35 


1.20 


C 


Comparative Example 


11 


N 


23.5 


0.83 


0.62 


D 


Comparative Example 


12 


0 


33.8 


1.41 


1.00 


A 


Example of this invention 


13 




33.9 


1.43. 


1.30 


A 


Example of this invention 


14 




34.0 


1.45 


1.31 


A 


Example of this invention 


15 


P 


34.5 


1.45 


1.32 


A 


Example of this invention 


16 


Q 


34.2 


1.46 


1.33 


A 


Example of this invention 


17 


T 


34.3 


1.44 


1.31 


A 


Example of this invention 


18 


U 


34.1 


1.45 


1.33 


A 


Example of this invention 



Table 8 



45 



50 



Steel 
No. 


Chemical component (mass %) 




C 


N 


Si 


Mn 


P 


S 


Ai 


Cr 


Ni 


V 


Others 


Ai(«G) 


A 


0.063 


0.033 


0.27 


0.60 


0.030 


0.006 


0.001 


16.3 


0.33 


0.061 




816 


D 


0.051 


0.044 


0.31 


0.55 


0.034 


0.005 


0.002 


17.7 


0.20 


0.031 




878 


0 


0.050 


0.044 


0.31 


0.55 


0.034 


0.005 


0.002 


17.8 


0.20 


0.031 


B:0.0005 


889 


R 


0.036 


0.055 


0.23 


0.25 


0.021 


0.004 


0.001 


16.2 


0.11 


0.047 




855 


S 


0.041 


0.051 


0.26 


0.44 


0.027 


0.005 


0.001 


16.4 


0.15 


0.066 




852 



55 
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Table 9 







Hot roiling 


Production Condition 


steel 


Steel 


rlnlahiA9 


Thlckaasa 


Pre-rolllng condition 


HotTolled sheet annealing condition 


sheet 


No. 


delivery 


of hot- 


















tenv^reture 


colled 
9heec 


















•q 




Rolling 
temperature 


Rolling 
reduction 


Heating 
rata * 


Retention 
tesverature 


Rat ant Ion 
tlaa 


Cooling 
rate 










•c 


% 


•c/h 


•c 


h 


•C/h 


1 


A 


900 


3.2 


RT 


6 • 


13 


880 


8 


7.8 


2 


A 


900 


3.2 


RT 


6 


13 


900 


8 


8.3 


3 


D 


950 


4.0 


RT 


10 


15 


940 


8 


10 


4 


D 


950 


4.0 


RT 


10 


14 


910 


8 


7.0 


S 


0 


1000 


4.0 


RT 


3 


12 


920 


5 


8.8 


6 


0 


1000 


4.0 


RT 


8 


12 


920 


8 


8.6 


7 


R 


750 


4.0 


RT 


7 


14 


930 


2 


10 


8 


R 


900 


4.0 


RT 


7 


13 


885 


8 


7.9 


9 


S 


800 


5.0 


RT 


S 


10 


690 


€ 


10 


10 


S 


1000 


5.0 


RT 


5 


14 


920 


8 


8.9 


11 


s 


1000 


5,0 


RT 


5 


16 


1000 


6 


11 



35 



**) Mean cooling rate between the retention temperature and 600**C. 
RT: Room Temp. 
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Table 10 



Steel sheet No. 


Steel No. 


Test Result 


Remarks 






Elongation 


rvalue 


Ridging grade 








^'mean 


'^mean 


''min 






1 


A 


34.8 


1.48 


1.20 


A 


Example of this invention 


2 


A 


35.2 


1.50 


1.24 


A 


Example of this invention 


3 


D 


34.9 


1.47 


1.27 


A 


Example of this invention 


4 


D 


35.1 


1.47 


1.15 


A 


Example of this invention 


5 


0 


34.4 


1.47 


1.16 


A 


Example of this invention 


6 


0 


34.6 


1.49 


1.22 


A 


Example of this invention 


7 


R 


35.4 


1.49 


1.34 


A 


Example of this Invention 


8 


R 


34.6 


1.46 


1.21 


A 


Example of this invention 
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Table 1 0 (continued) 



Steel sheet No. 


Steel No. 


Test Result 


Remarks 






Elongation 


r value 


Ridging grade 










'"mean 


''min 






9 


S 


34.8 


1.47 


1.33 


A 


Example of this invention 


10 


S 


35.3 


1.48 


1.26 


A 


Example of this invention 


11 


s 


34.9 


1.41 


1.05 


C 


Comparative Example 



Table 11 



20 



25 



(mass %) 


Steel 


c 


Si 


Mn 


P 


S 


Cr 


N 


Al 


B 


•a 


0.012 


0.20 


0.68 


0.030 


0.006 


11.2 


0.0070 


0.010 


0.0002 


b 


0.010 


0.30 


0.60 


0.025 


0.007 


14.8 


0.0080 


0.002 


0.0003 


c 


0.056 


0.32 


0.65 


0.030 


0.006 


16.2 


0.0329 


0.001 


0.0002 


d 


0.060 


0.30 


0.64 


0.035 


0.007 


16.2 


0.0315 


0.002 


0.0033 


e 


0.105 


0.25 


0.54 


0.031 


0.010 


16.4 


0.0205 


0.001 


0.0002 


f 


0.045 


0.95 


0.30 


0.050 


0.006 


16.0 


0.0501 


0.001 


0.0003 


g 


0.020 


0.32 


0.60 


0.033 


0.007 


16.2 


0.0960 


0.001 


0.0003 


h 


0.047 


0.20 


0.96 


0.033 


0.006 


16.3 


0.0440 


0.002 


0.0004 



Table 12 



40 


No. 


Steel 


Cold roll- 
ing reduc- 
tion before 
annealing 
of hot- 
rolled 
sheet (%) 


Box 
annealing 
condition 
for hot- 
roiled 
sheet 


Finish 
annealing 
condition 


(%) 


AEI (%) 


''mean 

value 


Ridging 
grade 


Remarks 


45 


1 


a 


1.0 


830°C, 8h 


830°C, 1 
min 


29.7 


2.41 


1.19 


D 


Compara- 
tive Exam- 
ple 




2 


a 


6 


830°C, 8h 


830°C, 1 
min 


34.9 


0.15 


1.44 


A 


Example 


50 


3 


b 


0.8 


830°C, 8h 


830°C, 1 
min 


30.0 


2.29 


1,20 


D 


Compara- 
tive Exam- 
ple 




4 


b 


2.5 


830°C, 8h 


830°C, 1 

min 


35.0 


0.08 


1.47 


B 


Example 


55 


5 


c 


0 


SaO^C, 8h 


830°C, 1 
min 


28.3 


2.25 


1.03 


C 


Compara- 
tive Exam- 
ple 
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Table 12 (continued) 



5 


No. 


Steel 


Cold roll- 
ing reduc- 
tion before 
annealing 
of hot- 
rolled 
sheet (%) 


Box 
annealing 
condition 
for hot- 
rolled 
sheet 


Finish 
annealing 
condition 


^'mean 
(%) 


AEI {%) 


^mean 
value 


Ridging 
grade 


Remarks 


JO . 


6 


c 


2 


860*»C. 8h 


830°C, 1 
min 


33.1 


0.40 


1,34 


A 


Example 




7 


c 


5 


860°C, 8h 


830°C, 1 
nnin 


34.2 


0.12 


1.48 


A 


Example 


15 


8 


c 


10 


860'*C, 8h 


830°C, 1 
min 


34.2 


0.05 


1.45 


A 


Example 




9 


c 


15 


860<»C. 8h 


830'^C, 1 
min 


33.6 


0.49 


1.46 


A 


Example 


20 


10 


c 


20 


860«C. 8h 


830°C, 1 
min 


27.4 


3.50 


0.90 


D 


Compara- 
tive Exam- 
ple 


25 


11 


d 


5 


860''C, 8h 


830X, 1 

min 


26.6 


3.44 


0,91 


C 


Compara- 
tive Exam- 
ple 




12 


e 


5 


860®C, 8h 


830*'C, 1 
min 


31.4 


0.13 


1.32 


A 


Example 


30 


13 


e 


1.0 


SeO'^C, 8h 


830°C. 1 
min 


27.0 


2.33 


1.01 


C 


Compara- 
tive Exam- 
ple 




14 


f 


7.5 


860®C 8h 


830**C, 1 
min 


31.2 


0.17 


1.40 


A 


Example 


35 


15 


f 


1.0 


860'C. 8h 


830<'C. 1 
min 


25.5 


2.55 


0.86 


D 


Compara- 
tive Exam- 
ple 


40 


1 D 


9 




Qfinoo Oh 


830°C, 1 
min 


31 .6 


0.15 


1,33 


A 


Example 


17 


9 


0.5 


860«C, 8h 


830'»C, 1 
min 


27.1 


2.82 


1.02 


C 


Compara- 
tive Exam- 
ple 


45 


18 


h 


6.5 


860''C, 8h 


830°C; 1 

min 


31.4 


0.22 


1,36 


A 


Example 




19 


h 


0.5 


860°C, 8h 


830°C, 1 
min 


25.7 


2.04 


0.88 


C 


Compara- 
tive Exam- 
ple 



50 
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Table 14 



D 
10 


No. 


Steel 


Cold roll- 
ing reouC' 
tion before 
annealing 
of hot- 
rolled 
sheet (%) 


Continu- 
ous 
annealing 
condition 
for hot- 
rolled 
sheet 


Finish 
annealing 
condition 


E'mean 
[/o) 


AEI (%) 


■"mean 
value 


Ridging 
grade 


Remarks 




1 


i 


1.0 


1000°C, 1 
nnin 


1000°C, 1 
min 


35.2 


3.22 


1.54 


D 


Compara- 
tive Exam- 
ple 


15 


2 


i 


5 


1000°C. 1 
min 


1000°C, 1 
min 


39.7 


0.26 


1.95 


A 


Example 




3 


i 


10 


1000°C, 1 

min 


1000°C, 1 

min 


40.1 


0.20 


1.98 


A 


Example 


20 


4 


] 


1.0 


1000°C, 1 
min 


1000°C. 1 
min 


32.2 


2.61 


1.42 


0 


Compara- 
tive Exam- 
ple 




5 


] 


4 


1000°C. 1 
min 


1000°C, 1 
min 


36.5 


0.22 


1.54 


A 


Example 


25 


6 


k 


0.5 


900°C, 1 
min 


goo^'c. 1 

min 


31.8 


3.04 


1.44 


D 


Compara- 
tive Exam- 
ple 


30 


7 


k 


4.4 


900°C. 1 
min 


900°C, 1 

min 


35.2 


0.35 


1.59 


A 


Example 




6 


1 


0.5 


1000°C, 1 
min 


1000°C, 1 
min 


29.7 


2.24 


1.41 


D 


Compara- 
tive Exam- 
ple 


35 


9 


1 


6 


1000°C. 1 
min 


lOOO^C, 1 
min 


34.5 


0.14 


1.55 


A 


Example 


40 


10 


m 


1.0 


1050°C, 1 
min 


1050^CJ 
min 


26.1 


2.39 


1.05 


D 


Compara- 
tive Exam- 
ple 


11 


m 


6 


1050°C, 1 

min 


1050°C, 1 

min 


30.4 


0.44 


1.22 


A 


Example 


45 


12 


n 


1.0 


900°C. 2 
min 


900°C, 1 
min 


34.6 


2.83 


1.65 


D 


Compara- 
tive Exam- 
ple 




13 


n 


10 


900°C. 2 
min 


900°C, 1 
min 


40.5 


0.16 


2.06 


A 


Example 


50 


14 


n 


18 


900°C, 2 
min 


900°C, 1 
min 


30.4 


3.81 


1.50 


D 


Compara- 
tive Exam- 
ple 



55 
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Table 15 



5 



10 



Steel No. 


Chemical component (mass %) 




C 


N 


SI 


Mn 


P 


S 


A! 


Cr 


Nl 


V 


A 


0.063 


0.033 


0.27 


0.60 


0.030 


0.006 


0.001 


16.3 


0.33 


0.061 


D 


0.051 


0.044 


0.31 


0.55 


0.034 


0.005 


0.002 


17.7 


0.20 


0.031 


K 


0.022 


0.029 


0.25 


0.35 


0.026 


0.006 


0.002 


13,2 


0.07 


0.062 


R 


0.036 


0.055 


0.23 


0.26 


0.021 


0.004 


0.001 


16.2 


0.11 


0.047 



75 

Table 16 



25 



30 



35 



40 



StMl 


8te^ 


Hot lolling 


Produetioik Condition 


Sheet 
MO. 


No. 


Plniahlog 
delivery 
tenporaturt 


Thickness 
of hot- 
lolled 
8he«t 


Pre-roliiny condition 


Hot-colled snoet ennosling condition 






'c 




Roll 1(19 
taaiwntun 
•c 


Rolling 
reduction 
« 


He«tiag 
rate * 
■c/h 


Retention 
temperature 

•c 


Ratention 
tine 
h 


Cooling 
rate •* 
•C/h 


1 


A 


900 


3.2 


RT 


6 


13 


880 


8 


7.8 


2 


A 


900 


3.2 


RT 


6 


13 


900 


8 


8.3 


3 


A 


950 


3.2 


RT 


2 


12 


660 


8 


7.2 


4 


A 


950 


3.2 


RT 


1 


12 


860 


8 


7,2 


5 


A 


1000 


3,2 






10 


800 


8 


5.6 


6 


D 


9S0 


3.2 


RT 


7 


12 


860 


8 


7,2 


7 


D 


.1000 


4.0 


RT 


5 


12 


860 


8 


7.2 


8 


K 


950 


3.2 


RT 


1 


12 


860 


8 


7.2 


9 


K 


950 


3.2 


RT 


7 


12 


860 


8 


7.2 


10 


R 


750 


4.0 


RT 


7 


14 


930 


2 


10 


11 


R 


900 


4.0 


RT 


7 


13 


eas 


8 


7.9 



45 

*) Heating rate between 500 and the retention temperature, 

**) Mean cooling rate between the retention temperature and 600*^0. 

50 

RT: Room Temp. 
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Table 17 



5 


Steel sheet 
No. 


Steel No. 


Hot-rolled 
annealed 
sheet 


Cold-rolled annealed 
sheet 


Test result 


10 






Maximum 
elonga- 
tion Index: 
e 


AO^im^ 


Aspect 
ratio of 
coarse 
grain colony 


Elongation 


r value 


Ridging 
grade 


Remarks 














PI 9/^ 
'-'mean 


''mean 






15 


1 


A 


2.8 


154 


3.2 


34.8 


1.48 


A 


Example 
of this 
Invention 




2 


A 


2.2 


288 


2.6 


35.2 


1.50 


A 


Example 
of this 
invention 


20 


3 


A 


4.9 


70 


3.8 


32.8 


1.33 


A 


Example 
of this 
invention 


25 


4 


A 


6.4 


78 


5.4 


28.3 


1.05 


C 


Compara- 
tive Exam- 
ple 


30 


5 


A 


10.5 


72 


12.4 


26.7 


0.98 


D 


Compara- 
tive Exam- 
ple 


6 


D 


4.8 


96 


4.2 


33.8 


1.41 


A 


Example 

of this 
invention 


35 


7 


D 


4.0 


102 


3.7 


34.0 


1.42 


A 


Example 

of this 
invention 


40 


8 


K 


6.2 


143 


5.9 


28.6 


1.03 


C 


Compara- 
tive Exam- 
ple 


9 


K 


3.5 


160 


3.0 


34.4 


1.45 


A 


Example 

of this 
invention 


45 


10 


R 


1.4 


352 


2.4 


35.4 


1.49 


A 


Example 

of this 
invention 


50 


11 


R 


2.0 


208 


3.5 


34.6 


1.46 


A 


Example 
of this 
invention 
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Table 19 



Steel 


Steel 




Production Condition 




sheet 


No. 










No/ 
















Thickness 


Cold rolling 


Continuous 


Finish 






of hot- 


reduction before. 


annealing 


annealing 






rolled 


annealing of 


condition for 


condition 






sheet mn 


hot'^rolled sheet 


hot"*rolled 




1 


i 


3.2 


1,0 


1000*C, 1 min 


lOOO'Cr 1 min 


2 


1 


4.0 


5 


lOOO'C, 1 min 


lOOO'C, 1 min 


3 


i 


4.0 


7,5 


1000*C, 1 min 


lOOO'C, 1 min 


4 


t 


3.2 


5 


lOOO'C, 1 min 


lOOO'Cr 1 min 


5 


i 


3.2 


10 


1000*C, 1 min 


1000*C, 1 min 


6 


j 


3.2 


1 


1000*C, 1 min 


1000*C, 1 min 


7 


j 


3.2 


5 


1000*C, 1 min 


lOOO'Cr 1 min 


e 


k 


4.0 


0.5 


900*C, 1 min 


900*C, 1 min 


9 




4.0 


4.4 


900*C, 1 min 


900'C, 1 min 
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Table 20 



5 


Steel 


Steel 


Hot-rolled 


Cold-rolled 


Teat Result 




Remarks 




sheet 


No. 


annealed 


annealed 












No. 




sheet 




sheet 










W 






Maximum 
elongation 
Index: e 


AO 
Vim* 


Aspect 
ratio o£ 
coarse 


Elongation 


r 

value 


Ridging 
grade 




15 










grain 
colony 






















El— » 










1 


1 


5.3 


164 


5.6 


35.2 


1.54 


D 


Conparatlve Example 


20 


2 


1 


2.2 


160 


2.5 


39.8 


1.96 


A 


Example of this 
invention 




3 


1 


1.5 


176 


1.6 


40.0 


1.94 


A 


Example of this 

invention 
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Claims 

45 1. A method of producing a ferritic Cr-containing steel sheet having excellent ductility, fomnability, and anti-ridging 
property, the method comprising hot-rolling a steel raw material comprising, by mass%, about 0.001 to 0.12% of C, 
about 0.001 to 0.12% of N, and about 9 to 32% of Crto form a hot-roiled sheet, annealing the hot-rolled sheet, cold- 
rolling the hot-rolled sheet passed through the hot-rolled sheet annealing step, and finish annealing the cold-rolled 
sheet, wherein a pre-rolling step is perfomned comprising cold or warm rolling said sheet with a rolling reduction of 

50 about 2 to 1 5% between the hot-rolling step and the hot-rolled sheet annealing step. 

2. A method according to Claim 1, wherein the Cr-containing steel raw material contains, by mass%, about 0.01 to 
0.12% of C, about 0.01 to 0.12% of N. about 1 1 to 18% of Cr, and about 0.03% or less of Al, and wherein said hot- 
rolled sheet annealing step comprises box annealing. 

55 

3. A method according to Claim 1 , wherein said Cr-containing steel raw material comprises, by mass%, about 0.005 
to 0. 1 2% of C, about 0.005 to 0, 1 2% of N, about 1 1 to 1 8% of Cr, about 0.0002 to 0.0030% of B, and about 0.03% 
or less of Al, and wherein said annealing step comprises box annealing. 
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4. A method according to any one of Claims 2 or 3 wherein said Cr-containing steel raw material further contains one 
or two of Mo and Cu in a total of about 0.5 to about 2.5%. 

5. A method according to any one of Claims 2, 3 or 4, wherein said Cr-containing steel raw material comprises a com- 
5 position further comprising about 1.0% or less of Si, about 1.0% or less of Mn, about 1.0% or less of Ni, about 

0.15% or less of V, about 0.05% or less of P, about 0.01% or less of S, the balance comprising Fe and incidental 
impurities. 

6. A method according to any one of Claims 2, 3 or 4, wherein said box annealing comprises retention at a predeter- 
10 mined annealing temperature for about 1 hour or more, and stow cooling to about 600°C at a mean cooling rate of 

about 25 °C/hr or less after said retention. 

7. A method according to any one of Claims 2, 3 or 4, wherein said predetermined annealing temperature is about (A^ 
transformation point + 30)°C to 1 0OO^C, the A^ transformation point being represented by the following equation: 

15 

A 1 transformation point = 35(Cr + 1 .72Mo + 2.09Si + 4.86Nb + 8.29V + 1 .77Ti + 21 .4AI + 40B - 7.14C - 8.0N - 

3.28Ni - 1 .89Mn - 0.51 Cu) + 31 0, 

^ wherein the decimal contents are parts by mass%. 

8. A method according to Claim 1 . wherein said Cr-containing steel raw material contains, by mass%. about 0.001 to 
0.02% of C, about 0.001 to 0.02% of N. about 9 to 32% of Cr, about 0.30% or less of Ai, about 0.0002 to 0.0030% 
of B, and one or both of about 0.05 to 0.50% of Ti, and about 0.05 to 0.50% of Nb, and said hot-rolled sheet anneal- 

25 ing step comprises continuous annealing. 

9. A method according to Claim 8, wherein said Cr-containing steel raw material further comprises one or both of Mo 
and Cu in a total amount by mass of about 0.5 to 2.5%. 

30 10. A method according to any one of Claims 8 or 9, wherein said Cr-containing steel raw material further comprises 
about 1 .0% or less of Si. about 1 .0% or less of Mn, about 1 .0% or less of Ni, about 0.15% or less of V, about 0.05% 
or less of P, about 0.01% or less of S, the balance composed of Fe and incidental impurities. 

11. A method according to any one of Claims 1 to 10, wherein said hot rolled sheet is delivered for finishing, and 
35 wherein the finishing delivery temperature of said hot rolling is about 850°C or less. 

12. A ferritic Cr-containing steel sheet having excellent ductility, formability, and anti-ridging property, and comprising, 
by mass%, about 0.001 to 0.12% of C, about 0.001 to 0.12% of N, and about 9 to 32% of Cr, wherein in a section 
of the hot-rolled annealed steel sheet taken in the thickness direction of said sheet substantially parallel to the roll- 

40 ing direction of said sheet, the elongation index of crystal grains represented by the following equation is about 5 
or less at any position: 

wherein the Elongation index e is the ratio of LI to L2, and wherein 

L1 represents the length of crystal grains in the rolling direction of said sheet; and 
45 L2 represents the length of crystal grains in the thickness direction of said sheet. 

13. A method of producing a ferritic Cr-containing steel sheet having excellent ductility, formability, and anti-ridging 
property, and comprising, by mass%, about 0.001 to 0.12% of C, about 0.001 to 0.12% of N, and about 9 to 32% 
of Cr, said method comprising cold-rolling a hot-rolled annealed steel sheet by about 30% reduction or more, and 

50 finish annealing said cold-rolled steel sheet at about 700*'C or more, wherein in a section of the hot-rolled annealed 
steel sheet taken in the thickness direction parallel to the rolling direction, an elongation index of crystal grains rep- 
resented by the following equation is about 5 or less at any position: 
wherein said Elongation index e is the ratio of LI to L2, wherein 

55 LI represents the length of crystal grains in the rolling direction; and 

L2 represents the length of crystal grains in the thickness direction. 

14. A ferritic Cr-containing steel sheet having excellent ductility, fomriability, and anti-ridging property, and comprising, 
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by nnass%, about 0.001 to 0.12% of C, about 0.001 to 0.12% of N, and about 9 to 32% of Cr, wherein in a section 
of a cold-rolled annealed steel sheet taken in the thickness direction parallel to its rolling direction, a colony of 
coarse grains having a crystal grain area larger than 2 x AO, which AO is a mean crystal grain area, and oriented in 
the rolling direction has an aspect ratio of about 5 or less at any position represented by the following equation: 
5 wherein said Aspect ratio A is the ratio of L3 to L4, wherein 

L3 represents the length of said coarse grain colony in the rolling direction; and 

L4 represents the length of said coarse grain colony in the thickness direction of said sheet. 

10 15. A method of producing a ferritic Cr-containing steel sheet having excellent ductility, formabiiity, and anti-ridging 
property, the method comprising hot rolling a steel raw material comprising, by mass%, about 0.01 to 0.12% of C, 
about 0.01 to 0.12% of N, about 11 to 1 8% of Cr, and about 0.03% or less of Al to fonn a hot-rolled sheet, annealing 
the hot-rolled sheet, cold-rolling the hot-rolled sheet passed through the hot-rolled sheet annealing step to form a 
cold-rolled sheet, and finish annealing the cold-rolled sheet, wherein a pre-rolling step is performed by cold or warm 

15 rolling said sheet with a rolling reduction of about 2 to 15% between the hot-rolling step and the hot-rolled sheet 
annealing step, and wherein said hot-rolled sheet annealing step comprises box annealing. 

16. A method of producing a ferritic Cr-containing steel sheet having excellent ductility, formabiiity, and anti-ridging 
property, comprising hot-rolling a steel raw material containing, by mass%, about 0.005 to 0.12% of C, about 0.005 

20 to 0.12% of N, about 11 to 18% of Cr, about 0.0002 to 0.0030% of B, and about 0.03% or less of Al to form a hot- 
rolled sheet, annealing the hot-rolled sheet, cold-rolling the hot-rolled sheet passed through the hot-rolled sheet 
annealing step to form a cold-rolled sheet, and finish annealing the cold-rolled sheet, wherein a pre-rolling step is 
performed by cold or warm rolling with a rolling reduction of about 2 to 15% between the hot-rolling step and the 
hot-rolled sheet annealing step, and wherein said hot-rolled sheet annealing step comprises box annealing. 

25 

17. A method of producing a ferritic Cr-containing steel sheet having excellent ductility, formabiiity, and anti-ridging 
property, comprising hot-rolling a steel raw material comprising, by mass%, about 0.001 to 0.02% of C, about 0.001 
to 0.02% of N, about 9 to 32% of Cr, about 0.30% or less of Al, about 0.0002 to 0.0030% of B, and one or both of 
about 0.05 to 0.50% of Ti and about 0.05 to 0.50% of Nb to form a hot-rolled sheet, annealing the hot-rolled sheet, 

30 cold-rolling the hot-rolled sheet passed through the hot-rolled sheet annealing step to form a cold-rolled sheet, and 
finish annealing the cold-rolled sheet, 

wherein a pre-rolling step is performed by cold or warni rolling with a rolling reduction of about 2 to 15% between 
the hot-rolling step and the hot-rolled sheet annealing step, and wherein said hot-rolled sheet annealing step com- 
prises continuous annealing. 

35 
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FIG. 2 
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FIG. 3 
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FIG. 7 
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FIG. 8A 
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